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A carpet in tile or roll form is produced using an open mesh 
reinforced foam layer With foam nodules. The carpet is 
produced having a primary backing through Which carpet 
?ber bundles are tufted and a precoat layer Which locks the 

tufts in place to prevent easy extraction of the ?bers so that 
a tufted face and a relatively smooth back face are provided. 

The foam layer With foam nodules is brought into intimate 
contact With the relatively smooth back face, and is sub 
stantially permanently adhered to it producing a carpet tile 
or roll that is substantially prevented from curling or doming 
(or they are signi?cantly reduced) and may be installed 
Without adhesive if desired. Adhering may be practiced by 
using a non-fused adhesive formulation Which is subse 
quently fused at a low temperature (about 310° F. or less), 
or by forcing the foam layer With foam nodules into contact 
With the carpet back While the hot melt backing is still in a 
?uid form, or by use of a thermoplastic layer betWeen the 
carpet and foam sheet. 
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REINFORCED FOAM BACKED CARPET 

BACKGROUND AND SUMMARY OF THE 
INVENTION 

[0001] Commercial foamed back carpet, carpet modules, 
and carpet tiles are commonly produced by laminating a 
preformed chemically bloWn foam of the proper thickness 
and density to a pre-coated carpet. This is commonly done 
by heating the pre-coated carpet and the preformed closed 
cell foam to the hot melt phase of the polyvinyl chloride and 
pressing the tWo layers together. Other variations of this 
method, some of Which involve adhesives, are common. 
Most of these involve heating of the preformed closed cell 
foam. 

[0002] Heating of chemically bloWn closed cell foam 
alWays results in the expansion of the closed cells With a 
corresponding groWth in the dimensions of this layer. In the 
case of tufted and back coated carpet, the thermal expansion 
of the solid elastomeric back coats the ?brous primary 
backings into Which the carpet yarn is tufted. The thermal 
expansion of this composite is much less than the expansion 
of the gas ?lled cells of the foam layer. In the case of carpet 
formed by implanting ?bers in an elastomeric layer to Which 
the preformed foam layer is subsequently laminated, the 
same differential expansion and contraction factors occur. 
This style is referred to as Fusion Bonded Carpet. When an 
expanded layer is laminated in the presence of heat to 
another less expanded layer, tension forces develop upon 
cooling. These forces result in a latent tendency of the 
product to curl and/or dome. The foam layer Wants to pull in 
under the product. In the case of carpet tiles, the tiles from 
the center of the composite Will dome differently from side 
to side. 

[0003] Also in the case of carpet or tiles produced by this 
method, the relatively smooth under surface of the carpet or 
tile does not alloW substrate moisture or hydrostatic pressure 
to dissipate, resulting in condensation of the vapors under 
the carpet or the tile. In addition, it is knoWn that the 
stabiliZation of dimensions in such a product requires sev 
eral reinforcing ?eeces or scrims. The processes described 
do not lend themselves to the incorporation of several 
?eeces or scrims. 

[0004] In the existing art, the foam layer is formed by a 
layer of polyvinyl chloride (PVC) plastisol (dispersion of 
PVC resin in plasticiZer) on an impervious carrier, such as 
but not limited to, a stainless steel belt or a Te?on® coated 
Wire or ?berglass belt, and expanding the layer from a 
density of 70 to 90 pounds per cubic foot doWn to 15 to 25 
pounds per cubic foot. A general formulation for such a foam 
layer is: 

PARTS 

PVC resin (K value 62 to 70) 100 
Plasticizer (Di Octyl Phthalate) 60 to 100 
Nitrogen producing agent (Azo Di Carbonamide) 3 
BloW promoter (Zinc Octoate) 1 
Filler (Calcium Carbonate) O to 150 
Color as needed 

[0005] “K” value is a universal method of indicating the 
molecular Weight of the PVC molecule. 
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[0006] After casting the formulation on the carrier belt, the 
PVC plastisol is heated until the material reaches 370 to 
380° F., converting all the bloWing agent to gaseous nitro 
gen. 

[0007] According to the present invention the problems 
With curling or doming that occur in the commercial prior art 
are substantially eliminated, and the disadvantageous con 
densation of vapors under the carpet of the tile is also 
substantially eliminated. The carpet tile or roll that is pro 
duced according to the present invention has a backing that 
is non-slip, so that if desired the carpet tiles or roll may be 
installed Without adhesive, namely With conventional tack 
ing of the carpet roll or tile at the perimeter portions, or 
utiliZing like conventional techniques. The OMFRFL can 
also be adhered/applied using a thermoplastic material such 
as polypropylene, polyethylene, or other thermoplastic com 
pound. 

[0008] According to the invention, an open mesh ?ber 
reinforced foam layer (“OMFRFL”) is incorporated onto or 
With the back of a back coated carpet, or fusion bonded 
carpet. The stable construction of the ?nished product is the 
result of the addition of a scrim in the open mesh foam as 
Well as the open nature of that layer. This ?ber mesh 
reinforcement can be either a second or a third ?ber layer. It 
is a third ?ber layer if the open mesh scrim foam is installed 
after a second layer of ?eece of scrim, Woven or non-Woven, 
is adhered to the back coated or fusion bonded carpet. The 
OMFRFL is applied either With a foamed or non-foamed 
adhesive system that can be solid, frothed, or latex applied 
and heated to cure or fuse the adhesive. The temperature 
needed to accomplish this (less than about 310° Will not 
signi?cantly expand the reinforced open mesh foam across 
the Width or in the lengthWise direction of the product any 
more than the carpet to Which it is being bonded. The 
OMFRFL can also be applied using a thermoplastic hot melt 
material such as amorphous polypropylene, or polyethylene 
that is viscous When hot and rubbery When cooled. All the 
expansion and subsequent contraction of the foam Will be in 
a vertical direction to the plane of the carpet. The resulting 
foam backed carpet or tile alloWs air and hydrostatic or gas 
pressure to dissipate, reducing the trapped vapor’s tendency 
to condense under the carpet, thus conditions for mold and 
mildeW formation are reduced. 

[0009] According to one aspect of the present invention a 
method of producing a carpet in tile or roll form using an 
OMFRFL With foam nodules is provided. The method 
comprises the steps of: (a) Producing a carpet in tile or roll 
form having a primary backing through Which carpet ?ber 
bundles are tufted and a precoat locking the tufts in place to 
prevent easy extraction of individual ?bers, so that a tufted 
?ber face and relatively smooth opposite back face are 
provided. (b) Bringing the open mesh ?ber reinforced foam 
layer With foam nodules into intimate contact With the 
relatively smooth back face, And (c) substantially perma 
nently adhering the open mesh ?ber reinforced foam layer 
With foam nodules in contact With the relatively smooth 
back face to provide a carpet tile or roll that has reduced 
curling or doming and/or that is substantially prevented from 
curling or doming and may be installed With or Without 
adhesive. 

[0010] There are tWo alternative manners in Which the 
method steps (b) and (c) may be carried out. According to 
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one aspect of the method, a preformed back or precoated 
carpet has a non-fused adhesive system associated there 
With, onto Which the OMFRFL is formed, With subsequent 
fusing; or according to another aspect, While the vinyl 
backing of the carpet roll or tile still has hot melt properties 
as it emerges from the ?nal fusion oven, the OMFRFL is 
forced into intimate contact thereWith. 

[0011] That is, according to the ?rst aspect of the method 
of the invention, step (c) is practiced by applying a non 
fused adhesive formulation to the relatively smooth back 
face, and then after step (b), fusing the adhesive at a 
temperature loW enough (eg a maximum fusing tempera 
ture of 310° F., preferably a maximum temperature of about 
300° to prevent the collapse of the preformed foam 
nodules of the open mesh ?ber reinforced foam layer. Step 
(c) is further practiced by applying as the adhesive formu 
lation a formulation comprising, or consisting essentially of: 

PVC Copolymer 100 parts 
Plasticizer 50-100 parts 
Filler 0-200 parts 
Silicone surfactant 0-4 parts 
Fumed silica 0-2 parts. 

[0012] Preferably step (c) is further practiced by applying 
as the adhesive formulation about 25-150 parts ?ller, suf? 
cient silicone surfactant to provide a formulation density 
beloW 50 pounds per cubic foot, and suf?cient fumed silica 
to provide a formulation Brook?eld viscosity of about 
30,000-60,000 centipoise at a spindle speed of 2 rpm. 

[0013] In practice of the second aspect of the method of 
the invention, step (c) is practiced by practicing step (a) 
using a fusion oven, and so that the relatively smooth carpet 
back face has hot melt properties as it emerges from the 
fusion oven; and step (b) is practiced by forcing the open 
mesh ?ber reinforced foam layer With foam nodules into 
intimate contact With the relatively smooth back face so that 
the back face contacts, or at least partially envelops, the 
foam nodules to provide a substantially instant bond. Step 
(c) may be further practiced by providing as at least part of 
the carpet back, contacting the OMFRFL, a formulation 
comprising (or consisting essentially of: 

PVC resin With a K value of 62-75 100 parts 
Plasticizer 60-100 parts 
Filler 0-250 parts, 

[0014] and substantially devoid of bloWing agent (prefer 
ably having no more than trace amounts). There is also the 
further step of cooling the carpet With OMFRFL With foam 
nodules backing, Which cooling takes place during normal 
processing. 

[0015] In both aspects of the method of the invention, step 
(a) may be further practiced to provide a reinforcing scrim 
(as is conventional for carpet tiles) as part of the carpet 
adjacent the relatively smooth back face, the scrim typically 
being a ?eece, Woven, or non-Woven in construction as is 
conventional. Also, in both aspects of the method, step (b) 
may be practiced utiliZing rollers Which engage the tufted 
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face of the carpet roll or tile, and the face of the OMFRFL 
opposite the carpet tile or roll, and squeeZing them together 
With pressure that is adjusted depending upon the details of 
the materials used so that the appropriate intimate contact is 
reached Without squeeZing necessary someWhat ?uid mate 
rials out of the nip area of the rollers. Other conventional 
equipment aside from the rollers may also be used for this 
purpose, including converging conveyor belts, relatively 
loW friction surfaces, combinations thereof, or the like. 

[0016] According to another aspect of the present inven 
tion a carpet roll or tile is provided comprising the folloWing 
components: Aprimary backing having carpet ?ber bundles 
tufted therethrough, the ?bers bundles providing a tufted 
face. A precoat locking the tufts in place to prevent easy 
extraction of individual ?bers and providing a relatively 
smooth back face opposite the tufted face. And an open 
mesh ?ber reinforced foam layer With foam nodules held in 
substantially intimate contact With the relatively smooth 
back face. 

[0017] The OMFRFL With foam nodules is preferably 
held in substantially intimate contact With the relatively 
smooth back face by a fused adhesive, such as an adhesive 
having a formulation comprising or consisting essentially of: 

PVC Copolymer 100 parts 
Plasticizer 50-100 parts 
Filler 0-200 parts 

[0018] a suf?cient amount of silicone surfactant to provide 
a formulation density beloW 50 pounds per cubic foot, and 

[0019] a suf?cient amount of fumed silica to provide a 
formulation pre-fusing Brook?eld viscosity of about 30,000 
60,000 centipoise at a spindle speed of 2 rpm. 

[0020] Alternatively, the OMFRFL With foam nodules 
may be held in substantially intimate contact With the 
relatively smooth back face by a hot melt formulation of the 
back face comprising or consisting essentially of: 

PVC resin With a K value of 62-75 100 parts 
Plasticizer 60-100 parts 
Filler 0-250 parts, 

[0021] and substantially devoid of bloWing agent. The hot 
melt formulation is not limited to PVC, but can also be any 
thermoplastic material that acts as a ?exible layer or adhe 
sive. 

[0022] The hot melt formulation is not limited to PVC but 
can also be any thermoplastic material that acts as a ?exible 
layer or adhesive. 

[0023] According to another aspect of the present inven 
tion a carpet tile is provided. The carpet tile is substantially 
the same as the carpet roll as described above, except that it 
additionally includes a reinforcing scrim adjacent the rela 
tively smooth back face and held in place at least in part by 
the precoat. Under some circumstances the carpet roll may 
also have a reinforcing scrim. Also, according to the inven 
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tion carpet rolls or tiles may be made by practicing the 
method steps described above With respect to the method 
aspect of the invention. 

[0024] It is a primary object of the present invention to 
provide a carpet in tile or roll form having at least some of 
the following advantages; it is substantially prevented from 
curling or doming, has enhanced antagonistic conditions to 
mold and mildeW formation, and may even be installed 
Without adhesive if desired. This and other objects of the 
invention Will become clear from an inspection of the 
detailed description of the invention, and from the appended 
claims. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0025] FIG. 1 is a side cross sectional schematic vieW of 
an exemplary carpet tile or roll according to the invention, 
Which includes a reinforcing scrim; 

[0026] FIG. 2 is a bottom perspective vieW of an exem 
plary carpet tile or roll according to the present invention 
With a portion of the open mesh ?ber reinforced layer peeled 
aWay for clarity of illustration, and Without the reinforcing 
scrim of the FIG. 1 embodiment; 

[0027] FIGS. 3 through 5 are top schematic plan vieWs of 
alternative con?gurations of open mesh reinforced ?ber 
foam layers With foam nodules that may be utiliZed With the 
carpet roll or tile of FIGS. 1 or 2, according to the invention; 

[0028] FIG. 6 is a diagrammatic vieW shoWing basic 
method steps that may be practiced according to one aspect 
of the method of the present invention; and 

[0029] FIG. 7 is like FIG. 6 only for a second embodi 
ment of an exemplary method according to the present 
invention. 

DETAILED DESCRIPTION OF THE DRAWINGS 

[0030] FIG. 1 schematically illustrates in cross section an 
exemplary carpet according to the invention. The carpet 10 
illustrated in FIG. 1 may either be in tile (module) or roll 
form, although the particular version illustrated in FIG. 1 is 
more commonly in tile form. It includes a primary backing 
11 of conventional construction, such as a Woven or non 
Woven fabric composed of natural or synthetic ?bers or 
combinations thereof, commonly used such ?bers being jute, 
polypropylene, polyester, and nylon, With or Without some 
glass ?bers. Tufted through the primary backing 11 are the 
carpet ?ber bundles 12 Which are typically in a closed loop 
con?guration or in a cut pile con?guration, as illustrated in 
FIG. 1 Which shoWs the bottom portion of the cut pile at 13 
beneath the primary backing 11, and an open con?guration 
on the opposite side of the primary backing 11, de?ning a cut 
pile tufted face 14. The ?bers of the ?ber bundles 12 may be 
of any conventional construction used for carpets, such as 
nylon, polyester, acrylic, ole?ns such as polyethylene, or 
polypropylene, or natural ?bers such as cotton or Wool. 

[0031] Locking the tufts 12 in place is a layer of material 
15 Which is often referred to in the trade as a precoat or ?rst 
back coat. The precoat 15 is typically an elastomeric or 
bituminous layer Which saturates the loops 13 of the ?ber 
bundles 12 to prevent easy extraction of the individual ?ber 
or the bundles 12 from the carpet 10. 
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[0032] In the embodiment illustrated in FIG. 1, the carpet 
10 also includes a reinforcing scrim 16, such as a lightWeight 
?berglass ?eece, or some other Woven or non-Woven scrim, 
Which is provided for dimensional stability. While the scrim 
16 may be used With carpets in roll con?guration, it is 
particularly desirable for carpet tiles and like carpet mod 
ules. 

[0033] According to the present invention, on the opposite 
side of the precoat 15 on the primary backing 11 is an open 
mesh ?ber reinforced foam layer (“OMFRFL”) With foam 
nodules, illustrated generally at 17 in FIG. 1, Which is held 
in place utiliZing a holding system shoWn only schematically 
at 18 in FIG. 1. The OMFRFL is adhered to the back face 
19, Which, in contrast to the tufted face 14, is relatively 
smooth, and opposite the tufted face 14. Though the back 
face 19 is relatively smooth (compared to the tufted face 14), 
it preferably does have surface texturing rather than being 
completely macroscopically smooth (such as are conven 
tional Wood, ceramic, or metal surfaces). 
[0034] The OMFRFL 17, as seen in both FIGS. 1 and 2, 
includes foam nodules 20 With openings 21 betWeen the 
nodules 20. The OMFRFL is a commercially available 
knoWn construction, Which has a plurality of foam shapes of 
various thicknesses, densities, patterns, or the like and is 
typically formed by immersing a foam scrim formed of 
natural of synthetic ?bers Which are either knitted or Woven 
into a netWork having intermittent openings spaced along 
the surface thereof in a repeating pattern. A typical Weight is 
about 0.5-2.5 oZ/square foot. 
[0035] The openings 21 may be randomly spaced and may 
be rectangular, or have other polygonal shapes, or even 
circular shapes, or combinations of such shapes. Typically 
the scrim forming the OMFRFL 17 is dipped in a liquid 
thermoplastic material such as PVC, excess PVC is removed 
to leave a combination of heavy and light coatings, and then 
the structure is cured in an oven. This provides either an 
orderly or random netWork of thick and thin areas. In the 
preferred embodiment gas is released during the curing 
cycle providing thick and thin areas of foam proportional to 
the amount of the liquid PVC that is held onto the strands of 
?bers or trapped in the knotted areas of the scrim construc 
tion. One conventional product that may be utiliZed as the 
structure 17 according to the present invention is sold by 
Vantage Industries of Atlanta, Ga, under the trademarks 
“Rugsaver” and “Sultan”. Various con?gurations of the 
structure 17 per se are shoWn in PCT/US96/20448. 

[0036] FIG. 2 illustrates a carpet tile or roll 10‘ according 
to the invention Which is substantially the same as the 
construction 10 in FIG. 1 except that no reinforcing scrim 
16 is provided. The element 18 schematically illustrated in 
FIGS. 1 and 2 may comprise a non-fused adhesive formu 
lation Which is subsequently fused in such a manner as to not 
collapse the preformed foam nodules 20 of the OMFRFL 17, 
or may be all or part of the precoat 15. 

[0037] FIGS. 3 through 5 illustrate various other forms 
that the OMFRFL may take according to the invention. For 
example, the structure 117 in FIG. 3 includes the foam 
nodules 120 and the openings (rectangular) 121 betWeen 
them, and also contains other, non-nodule, material 122 
betWeen the nodules 120. 

[0038] FIG. 4 shoWs a OMFRFL 217 having nodules 220 
and openings 221 With generally ?ber-like non-nodule ele 
ments 23 interconnecting the nodules 220. 
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[0039] FIG. 5 shows another OMFRFL 317 having nod 
ules 320 and de?ning openings 321, in this case the openings 
321 being small, and there being a number of small nodules 
24 betWeen the major nodules 320 helping to de?ne the 
openings 321. All of the constructions 117, 217, 317 are 
knoWn per se from PCT/US96/20448, and other variations 
thereof may also be provided. 

[0040] FIG. 6 schematically illustrates the basic steps in 
the practice of one aspect of the method according to the 
present invention. A back coated carpet, or fusion bonded 
carpet, is produced using conventional techniques and then, 
as indicated schematically at 26 in FIG. 6, a thermoplastic 
adhesive layer is applied to the carpet back face 19. The 
thermoplastic adhesive may be applied in any suitable 
conventional manner, such as by coating, spraying, or appli 
cation to the OMFRFL Which then comes into contact With 
the backing 19. At stage 26 the adhesive (schematically 
illustrated at 18 in FIGS. 1 and 2) is a non-fused adhesive 
formulation. The formulation that is preferred comprises or 
consists essentially of: 

PARTS 

Copolymer PVC 100 
Plasticizer 50 to 100 

Filler [e.g. Calcium Carbonate] 0 to 200 
Silicone surfactant 0 to 4 
Fumed Silica 0 to 2. 

[0041] The preferred choice for a PVC resin for this 
application is a copolymer With preferably about 4 to 5% 
acetate to minimiZe the requirement for additional heat 
above What Would be required to fuse the adhesive beloW 
300 to 310° F. Excessive time and heat Will collapse the 
preformed foam. 

[0042] The fumed silica [e.g. 1-2 parts] is used as needed 
to produce a viscosity With a high degree of pseudoplasticity 
as exempli?ed by a Brook?eld viscosity value of 30,000 to 
60,000 centipoise at a spindle speed of 2 RPM’s [e.g. 1-2 
parts]. 

[0043] The plasticiZer may be di octyl phthalate (DOP) or 
another of the many functional plasticiZers used in this trade, 
including but not limited to di hexyl phthalate, butyl benZyl 
phthalate, plasticiZers based on adipic acid, teraphthalic 
acid, sebacates; aZelates, and phosphates. 

[0044] A silicone surfactant (e.g. DoW Corning 1250, 1-3 
parts) is used to reduce the density of the adhesive layer by 
mechanically frothing the plastisol to densities beloW 50 
pounds per cubic foot. 

[0045] While calcium carbonate is a preferred ?ller, there 
are literally doZens of available ?llers that can be used 
effectively. Typically about 25-150 parts ?ller are utiliZed. 

[0046] The next step of this aspect of the method, illus 
trated schematically at 27 in FIG. 6, comprises forcing the 
OMFRFL into the non-fused carpet adhesive layer 18. Step 
27 may be accomplished utiliZing a pair of rollers forming 
a nip With one roller engaging the tufted face 14 and the 
other the nodules 20 of the OMFRFL 17 on the opposite face 
thereof from the tufted face 14, the rollers applying appro 
priate pressure to move the OMFRFL 17 into intimate 
contact With the non-fused thermoplastic, adhesive system 
18 While not squeeZing out any ?uidic materials betWeen the 
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nip. Alternatively, conventional belts, loW friction surfaces, 
or combinations thereof With each other and With rollers, or 
like conventional structures, may be utiliZed. 

[0047] After step 27, as illustrated schematically at 28 in 
FIG. 6, the adhesive layer 18 is fused Without collapsing the 
foam nodules 20 by applying a temperature signi?cantly 
loWer than the temperature that Would collapse the nodules 
20. Typically, the maximum fusing temperature at 28 is 
about 310° F., or about 300° F. Fusing is accomplished by 
using a conventional fusion oven or the like. 

[0048] The product produced according to the present 
invention is a stabiliZed carpet tile or roll as indicated 
generally by block 29 in FIG. 6, an exemplary tile being 
shoWn schematically at 30 in FIG. 6, and an exemplary roll 
shoWn schematically at 31. The structures 30, 31 are sub 
stantially prevented from curling or doming by the structure 
17, the antagonistic conditions for the formation of mold and 
mildeW are enhanced, and the structure provides such ?rm 
non-stick characteristics that, if desired, tile 30 or roll 31 
may be installed Without adhesive, as indicated schemati 
cally at 32 in FIG. 6. Conventional perimeter installation 
Would still be utiliZed. 

[0049] FIG. 7 illustrates an alternative method of produc 
ing a carpet tile or roll according to the invention. As 
indicated at box 36 in FIG. 7, the carpet tile or roll is 
produced With a hot melt backing formulation. A typical 
formulation that may be used for this purpose, Which com 
prises completely the precoat 15 or the outWardmost facing 
portion of the precoat 15, may comprise or consist of: 

PVC resin, With a K value 62 to 75 100 
Plasticizer (e.g. DOP) 60 to 100 
Filler (e.g. Calcium Carbonate) 0 to 250. 

[0050] Preferably there is substantially no bloWing agent. 
The extent of penetration of the OMFRFL into the backing 
is determined by regulating the hot melt properties by a 
higher or loWer K value of the resin. AK value beloW 65 Will 
produce an extremely soft layer, While K values above 75 
Will result in a dry ?lm. 

[0051] As indicated at 37 in FIG. 7, the next step in this 
aspect of the method is to force the OMFRFL into the still 
?uid hot melt backing, the forcing being accomplished in the 
same Way as described above With respect to step 28. This 
forcing action must take place substantially immediately 
upon emergence of the carpet tile or roll from the ?nal fusion 
oven so that the hot melt formulation described above still 
has ?uid properties. If desired, and if no scrim 16 is 
provided, the OMFRFL 17 may be forced so that it actually 
comes into contact With at least some of the bottom loops 13 
of the tufted ?ber bundles 14. 

[0052] After step 38 the carpet 10 or 10‘ is cooled as 
indicated at 38 in FIG. 7. Cooling typically can be accom 
plished merely by normal exposure to the air so that the ?uid 
properties of the hot melt backing (such as the backing 
portion 18 illustrated in FIGS. 1 and 2) are lost, and the 
material of the backing solidi?es around and envelops and 
forms an envelope or amalgam With the material of the 
OMFRFL 17, such as being provided in the openings 21 and 
engaging a signi?cant portion of the nodules 20. A conven 
tional forced cooling apparatus could also be used. The 
boxes 29 and 32 in FIG. 7 are the same as in FIG. 6. 
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[0053] In both the method aspects of FIGS. 6 and 7 
according to the invention, a conventional scrim 16 may be 
provided as part of the carpet adjacent the relatively smooth 
back face 19. 

[0054] It Will thus be seen that according to the present 
invention a highly advantageous carpet in tile or roll form, 
and a method of production thereof, have been provided. 
While the invention has been herein shoWn and described in 
What is presently conceived to be the most practical and 
preferred embodiment thereof, it Will be apparent to those of 
ordinary skill in the art that many modi?cations may be 
made thereof Within the scope of the invention Which scope 
is to be accorded the broadest interpretation of the appended 
claims so as to encompass all equivalent structures and 
methods. 

1-20. (Cancelled). 
21. A carpet comprising: 

a primary backing having carpet ?ber bundles tufted 
therethrough, the ?bers bundles providing a tufted face; 

a precoat locking the tufts in place to prevent easy 
extraction of individual ?bers and providing a rela 
tively smooth back face opposite the tufted face; and 

a preformed open mesh ?ber reinforced foam layer With 
foam modules held in substantially intimate contact 
With the relatively smooth back face by an adhesive 
fused at a temperature suf?ciently loW to preclude 
collapse of the foam nodules thereby forming a carpet 
substantially void of curling. 

22. A carpet as recited in claim 21 Wherein said fused 
adhesive comprises a formulation comprising: 

PVC Copolymer 100 parts 
Plasticizer 50-100 parts 
Filler 0-200 parts 
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a suf?cient amount of silicone surfactant to provide a 
formulation density beloW 50 pounds per cubic foot, 
and 

a suf?cient amount of fumed silica to provide a formu 
lation pre-fusing Brook?eld viscosity of about 30,000 
60,000 centipoise at a spindle speed of 2 rpm. 

23. A carpet comprising: 

a primary backing having carpet ?ber bundles tufted 
therethrough, the ?bers bundles providing a tufted face; 

a precoat locking the tufts in place to prevent easy 
extraction of individual ?bers and providing a rela 
tively smooth back face opposite the tufted face; and 

a preformed open mesh ?ber reinforced foam layer With 
foam nodules held in substantially intimate contact 
With the relatively smooth back face forming a carpet 
substantially void of curling, said preformed open mesh 
?ber reinforced foam layer With foam nodules being 
held in substantially intimate contact With the relatively 
smooth back face and fused thereto at a temperature 
substantially maintaining the foam nodules in a non 
collapsed condition by a formulation of said back face 
comprising: 

PVC resin With a K value of 62-75 100 parts 
Plasticizer 60-100 parts 
Filler 0-250 parts 

and substantially devoid of bloWing agent. 
24. A carpet according to claim 21 Wherein said tempera 

ture is less than 310° F. 


